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D s ripti n 

The subject invention concerns a joint formed by 
gluing tog ther two objects at least one of which com- 
prises a tubular interconnection portion that may be 
threaded over a portion of the other object. 

The traditional manner of joining together objects 
by means of gluing is to initially apply glue on the rele- 
vant surfaces and thereafter to bring the objects into en- 
gaging contact. This is a simple and often satisfactory 
method. Problems arise, however, when the surfaces to 
be glued are located on a portion of the object that is 
intended to be threaded over or into another object. In 
this situation there is a risk that the glue will be shaved 
off as the objects are being assembled into nesting po- 
sition, and it is often difficult to obtain a joint having a 
well defined thickness. Exampl es of applications when 
this kind o[sityatbnjnay.aase.are-when4ubesjn.tu_bi^ 
-^ygBfnfiarelabeJnte rconnected or elements in f rame- 
work constructions. 



When tubes in tubular systems are to be intercon - 
nprlfifrthe^aluing method is often ado pted when the 
TUBis are made from a material that does not lend itself 
to welding, such as e.g. reinforced thermosetting plastic. 
In addition to the time-consuming laminating method, 
the method used today is based on preparing the tube 
end in such a manner that one end could be threaded 
over the other one. Glue is thereafter applied to the con- 
tacting surfaces of the ends to be interconnected, 
whereupon the two ends are joined together. The prob- 
lems associated with this method Is on the one hand 
that the glue may be scraped off the contacting surfaces 
during the very interconnection procedure and on the 
other that the mounting, from the preparatory steps up 
tothe finished joint, is time-consuming. Thefirst problem 
may result in a leaking joint with ensuing impaired du- 
rability. In addition, it is difficult to verify whetherthe glue 
joint is intact or not. Furthermore, the method is far from 
satisfactory from a health point of view since the mount- 
ing staff run the risk of being exposed to high concen- 
trations of hazardous substances during work. 

In the case of framework constructions the adoption 
of traditional gluing methods for the interconnection of 
structural elements could, if made possible, make the 
mounting more efficient and this is true with respect to 
both weldable and un-weldable materials. 

The subject invention is based on the realisation 
that a glue joint should be dimensioned so as to ensure 
that to the highest possible degree the load absorbed 
be in the form of shearing strain, i.e. that tensile stress, 
cleavage stress and split stress be minimized. The char- 
acteristic features of the joint in accordance with the in- 
vention are defined in the appended claims 1 - 3. 

The invention also concerns a method of forming a 
glue joint. The characteristic features of this method are 
s t forth in th appended claims 4 and 5. 

The invention will be describ d in closer detail in the 
following with reference to the accompanying drawings. 



wherein 

Fig. 1 is a cross-sectional view through two objects 
chosen to explain the principle of the invention, and 
5 Fig. 2 is a cross-sectional view through a coupling 
member and a tube sectbn when interconnected. 

The principle on which the glue joint in accordance 
with the invention is based is illustrated in Fig. 1. show- 
10 ing two objects 1 and 2 in the interconnected position. 
Object 1 is tomned wflth a tubular or sleeve-like intercon- 
nectbn portion 3 adapted to be threaded over a part of 
the other object 2. With the aid of a seal 4, such as an 
O-ring, a well defined cavity 5 is formed between the 
15 tubular interconnection portion 3 of object 1 and the ob- 
ject 2. Via a bore 6 the cavity 5 is in communication with 
the exterior of the object 1. To the bore 6 may be con- 
nected a source of pressurized medium, not shown, and 
a supply of glue, such as e.g. a glue gun. From said glue 
20 supply glue is intended to be Injected into the cavity 5 
when the two objects 1 and 2 have been moved into 
nesting relationship. The quality of the glue joint is en- 
sured by the fact that the seal 4 prevents the glue from 
escaping from its intended location. 
25 On the opposite side from the bore 6, the tubular 
interconnection portion 3 of the object 1 preferably is 
provided with at least one additional bore 7, the latter 
primarily sen/ing as a vent hole to facilitate complete fill- 
ing-out of the cavity 5 with glue. However, the bore 7 is 
30 advantageous also In the respect that it provides an in- 
dication that the cavity 5 is completely filled, since in this 
case glue leaks to the exterior from said bore 7. 

Fig. 2 shows an embodiment according to which 
both objects are tubular components 8 and 9. In this 
35 case object 8 could be assumed to be a multi-branch 
coupling member to the branches of which tubes 9 may 
be connected at different angles. Like in the embodi- 
ment of Fig. 1 , the cavity could be the gap forming be- 
tween two objects 8 and 9 after insertion of an object 9 
40 having a smaller external diameter than the inner diam- 
eter of the interconnection portion 8a of the object 8. 
However, it is likewise possible to fomn a cavity 1 0 in the 
inner wall of the interconnection portion 8a of the object 
8 by means of milling or by other methods, said cavity 
45 being delimited by means of seals 1 1 , 1 2 on both sides 
of the cavity 10. 

Like in accordance with the embodiment of Fig. 1 a 
bore 13 is provided through which glue may be forced 
into the cavity 10. In accordance with this embodiment 
50 two bores 14, one on either side of the cavity 10, are 
drilled on the opposite side from that of bore 13. These 
bores 14 serve the same purpose as bore 7 in accord- 
ance with Fig. 1 . 

In order to reduce the force necessary to press the 
55 glue about the object 9 and in order to ensure that all air 
1 aves the cavity 10, the latter is preferably formed with 
a centre depressbn as appears from Fig. 2. wher by 
th glue, while successively filling up the cavity 10. will 
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reach th v nt holes 14 last. Th shape of the cavity 10, 
the seals 11. 12 and the strategic positon of the vent 
holes 14 all contribute to ensuring that the cavity 10 is 
completely filled with glue nth latter penetrates to 
the exterior through the vent holes 14. 

The invention is not limited to the embodiments de- 
scribed and illustrated in the drawings but could be mod- 
ified in a variety of ways within the scope of the append- 
ed claims. This is true as regards the configuration of 
the cavities 5, 10 as well as the number of bores 6, 1 3 
and 7, 1 4. respectively. Also the seals 4 and 1 1 , 1 2 could 
be of a different nature. 



Claims 

1 . A joint formed by gluing together two objects (1,2, 
8, 9) at least one (1 , 8) of which coniprisssAtubulat 
iriterconnection portion (3, 8a ) that may be threaded 
over the other object (2, 9), characterized in that a 
delimited cavity (5 J 0) is fomned between said other 
object (2, 9) and"the tubular interconnection portion 
(3, 8a) of the first object (1 , 8), and in that a first bore 
(6,13) extends from the external face of said tubular 
interconnection portion (3, 8a) to said cavity, 
through whic h first boj^e (6, 13) glue may_b eJorced 
into said cavity (5, 10)7^ 



is forced through said firs t bore (6. 1 3) in a sufficie nt 
amouri Uo-ensure-ttTa'g !ue,_onceJL^^ the 
rauHj^jQ). penetrates lothe exterior thro ugh the 
"sSond bore (7, 14). 



Patentanspruehe 

1. Verbindung, die durch Zusammenkleben zweier 
TO Gegenstande(1,2,8,9),vondenenmindestensei- 
ner (1,8) einen rohrenformigen Verbindungsteil (3, 
8a) umfasst, der auf den anderen Gegenstand (2, 

9) aufgeschoben werden kann, hergestellt wird, da- 
durch gekennzeichnet, dass ein begrenzter Hohl- 

15 raum (5, 10) zwischen dem anderen Gegenstand 
(2, 9) und dem rohrenformigen Verbindungsteil (3. 
8a) des ersten Gegenstands (1 , 8) gebildet wird, 
und dass eine erste Bohrung (6, 13) von der Aus- 
senflache des rohrenformigen Verbindungsteils (3, 

20 8a) zu dem Hohlraum verlauft, wobei durch jene er- 
ste Bohrung (6, 13) Klebstoff in den Hohlraum (5, 

10) gezwangt werden kann. 

2. Verbindung nach Anspruch 1. dadurch gekenn- 
25 zeichnet, dass der Hohlraum (5, 10) durch ein An- 
schlagsmittel, vorzugsweise ringformige Dichtun- 
gen (4, 11, 12), begrenzt wird. 



2. A joint as claimed in claim 1 , characterized in that 3. 
said cavity (5, 10) is delimited by means of stop 30 
means, preferably annular seals (4, 11 , 12). 



35 



3. A joint as claimed in any one of the preceding 
claims, characterized in th at a seco nd^arag,^^ 
is provided on the tubular interconnection portion 
(3, 8a) f^nth e opposite side fromth atflf the first bore 
(6, 13), sa id '=°^nH hnrA .qflrvinq to allow escaBe 

of glue when the cavity (5. lO ^jsfiomplstety-fHIedr 4. 

4. A method of forming a joint In accordance with claim 40 
1 by gluing together two objects (1 , 2, 8, 9), at least 
one (1 . 8) of wrtiich is tubular in the area of the in- 
terconnection portion (3, Ba) and is arranged to be 
threaded onto the other object (2, 9) by means of 
said portion (3, 8a), characterized by closing a gap « 
formed between said tubular interconnection por- 
tion (3, Ba) and said other object (2, 9) as said tu- 
bular portion is being threaded onto the latter, for 
the purpose of creating a delimited cavity (5, 10) in- 
termediate the objects (1, 2, 8, 9), and by forcing so 
glue through a first bore (6, 13) formed in the tubular 
interconnection portion (3, Ba) for the purpose of fill- 
ing out said cavity (5, 10) with glue. 

5. A method as claimed in claim 4, wherein said tubu- 
lar int rconnection portion (3, 8a) is provided on its 
side opposite to said first bore (6, 1 3) with at I ast 5 
one second bore (7, 1 4), characterized in that glue 



Verbindung nach einem der vorhergehenden An- 
sprOche, dadurch gekennzeichnet, dass eine zwei- 
te Bohrung (7, 14) an dem rohrenformigen Verbin- 
dungsteil (3, 8a) auf der gegenuberliegenden Seite 
von der der ersten Bohrung (6, 1 3) vorgesehen ist. 
wobei die zweite Bohrung dazu dient, ein Entwei- 
chen von Klebstoff zu gestatlen, wenn der Hohl- 
raum (5, 10) ganz gefullt ist. 

Vertahren zur Herstellung einer Verbindung ge- 
mass Anspruch 1 durch Zusammenkleben zweier 
Gegenstande (1 , 2, 8, 9), von denen mindestens ei- 
ner (1 , 8) im Bereich des Verbindungsteils (3, Ba) 
rohrenformig und so angeordnet ist. dass er mittels 
des Tells (3, 8a) auf den anderen Gegenstand (2. 
9) aufgeschoben werden kann. gekennzeichnet 
durch Schliessen eines zwischen dem rohrenformi- 
gen VertJindungsteil (3, 8a) und dem anderen Ge- 
genstand (2, 9) gebildeten Spalts, wahrend der roh- 
renformige Tell auf den anderen Gegenstand auf- 
geschoben wird, mil dem Zweck der Erzeugung ei- 
nes begrenzten Hohlraums (5, 10) zwischen den 
Gegenstanden (1 , 2, 8. 9), und durch Zwangen von 
Klebstoff durch eine in dem rohrenformigen Verbin- 
dungsteil (3, 8a) ausgebildete erste Bohrung (6, 
13), mit dem Zweck des Ausf Aliens des Hohlraums 
(5, 10) mit Klebstoff. 

Verfahr n nach Anspruch 4, bei dem der rohrenfor- 
mige Verbindungsteil (3, Ba) auf seiner der ersten 
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Bohrung (6, 1 3) gegenuberliegenden Seite mit min- 
destens ein r zweiten Bohrung (7,14) versehen ist, 
dadurch gekennzeichnet, dass Klebstoff durch die 
erste Bohrung (6, 1 3) in einer ausr ichenden Man- 
ge gezwangt wird, so dass gewahrleistet wird, dass 
Klebstoff, nachdem erden Hohlraum (5, 10) gefullt 
hat, durch die zweite Bohrung (7, 14) nach aussen 
dringt. 



Revendlcations 

1. Joint form6 par collage de deux objets (1, 2, 8, 9) 
I'un S Tautre, au moins un de ces objets (1 , 8) com- 
prenant une portion d'interconnexion tubulaire (3, 
8a) qui peut Stre viss6e par-dessus I'autre objet (2, 
9), caract6rls6 en ce qu'une cavit6 d6limit6e (5, 10) 
est fonn6e entre ledit autre objet (2, 9) et la portion 
d'interconnexion tubulaire (3, 8a) du premier objet 
(1 , 8), et en ce qu'un premier al6sage (6,13) s'6tend 
depuis la face exteme de ladite portion d'intercon- 
nexion tubulaire (3, 8a) en direction de ladite cavlt6, 
de la colle pouvant Stre forc6e k travers ledit pre- 
mier al6sage (6, 13) pour p§n6trer dans ladite ca- 
vity (5, 10). 

2. Joint setan la revendication 1 , caract6ris6 en ce que 
ladite cavit6 (5, 10) est d6limit6e h I'aide de moyens 
d'arret, de pr6f6rence h I'aide de joints d'6tanch6it6 
annulaires (4, 11, 12). 

3. Joint selon I'une quelconque des revendlcations 
pr6c6dentes, caract6ris6 en ce qu'un second ale- 
sage (7, 14) est pratiqu6 dans la portion d'intercon- 
nexion tubulaire (3, 8a) sur le c6t6 oppos6 de celui 
dans lequel est pratique le premier al6sage (6, 13), 
ledit second al6sage permettant k la colle de 
s'6chapper lorsque la cavit6 (5, 10) est compl&te- 
ment remplie. 

4. Proc§d6 de formation d'un joint selon la revendica- 
tion 1 , par collage de deux objets (1 , 2, 8, 9) I'un h 
I'autre, au moins un de ces objets (1 , 8) poss6dant 
une tonne tubulaire dans la zone de la portion d'in- 
terconnexion (3, 8a) et 6tant arrang6 pour Stre viss6 
sur I'autre objet (2, 9) a I'aide de ladite portion (3, 
8a), caract6ris6 par le fait de termer un espace libre 
m6nag6 entre ladite portion d'interconnexion tubu- 
laire (3, 8a) et ledit autre objet (2, 9) lorsque ladite 
portion tubulaire est viss6e sur ce dernier, dans le 
but de cr6er une cavit6 d6limit6e (5, 10) entre les 
objets (1 , 2, 8, 9) et par le fait de forcer de la colle 
k travers un premier al6sage (6, 1 3) pratiqu6 dans 
la portion d'interconnexion tubulaire (3, 8a) dans le 
but de remplir complStement ladite cavit6 (5, 10) 
avec de la colle. 

5. Proc6d6 selon la revendication 4, dans lequel ladite 



portion d'interconnexion tubulaire (3, 8a) est munie, 
sur son c5t6 oppos6 audit premier al6sage (6, 1 3), 
d'au moins un second al6sage (7, 14), caract6ris6 
en ce qu de la colle est forc6 k trav rs I dit pre- 
s mier al6sage (6,13) en une quantit6 suffisante pour 
garantir le fait que la colle, aprds avoir rempll la ca- 
vity (5, 10), ressort vers I'extSrieur & travers le se- 
cond al6sage (7, 14). 
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